1 . ^4e4l^tHj A Tiictliod for weldine metal sheets h 



4 to form tailored blanks, eharacterized in 



that the edge hne ol both sheets is detected in the welding machine, the edge line of one of the 
sheets is identified as the dominant edge hne and the other edge (2'. 1 ) is reworked to match it 
to the dominant edge, and in that the sheets are then welded. 

2-. Appi\ mH\s m-i^e^f^H'i^^^ a sh e et is d^ i s card e d b eft>rtM^ewt>i'4^ng 

tak e s plac e . H4l^e-ijevia^H^-t>4'4^s-eH.ige4VtH ii th e dom i nant e dg e e x^' ee ds a -pi^etitHei'-ffliiieti 

iixiixi-l-LtVl— 
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3, Apparatus acco r d i ng to (Maim 1 or Claim 2. characteriz e d i n that the e dg e s ar e sensed b) 
m e ans of at least one s e nsor (6. 7) to determine the edee 
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5. .\]^paratus t ieeoi^tii>gHir^Tif^v-t>t^H>j'-^%i 
w e ldiim b e am i s iiov e rn e d -4 ^\ . or i H4n- 



6.- 



An Aapparatus for welding metal sheets (2. 3) to form tailored blanks, characterized 



b\ at least one detection de\ ice (6. 7. ^)) tor detecting the edge line of the sheet edges f2-'^^ 
to be welded, a control unit for identitying one of the detected edges as the dominant edge 
and for transmitting control signals to at least one machining unit f44H arranged in the 
apparatus for machining the non-dominant edge. 



7. AjLAapparatus according to Claim 6. characterized in that the control unit is 

configured for the transmission of control signals to a discard unit whereby one of the sheets 
can be discarded from the apparatus before welding takes place. 




^ Appa ra tus according to any one of Claims 6 to 8. characi o ri/ed in that l 4io machining 
dev4ee-"eem pri s es at least c -h ic pr e! ^ ; ung tool, in part i cu l ar a roller ( 1 1 0 ). 

4t>i 'm L ^ th e w e lding t^vetm^h-et:HHft>UeH^^^^i^^ o 4^4tmh4t>--eH:H7j^-eofH^^ 

1 1 . (New) A method for welding a pair of metal sheets touelhei^ along an edge of each metal 
sheet, comprising the steps of: 

scnsinu the edue to be welded of each metal sheet: 

determining a line for each of the edges to be w elded: 

selecting one of the edges to be welded as a dominant edge> and the other edge to be 

welded as a non-dominant edue: 

reworking the non-dominant edge to substantially match the dominant e due: 
welding the metal sheets together along the dominant edge and the non-domina nt 

edge. 

12. (New) ^rhe method of claim 1 1. further comprisinu the step of discarding the metal sheet 
w ith the non-dominant edee if the line determined for the non-dominant edue deviates more 
than a predetermined amount. 

13. (New ) '1 he method of cla i m 1 1 wherein the step of reworking the non-dominant edue to 
substa nt ialb ma tch the domin ant edge inchidesjiiachlniixujjK^^ 

1 4 . ( New ) rh e method o f claim 13. wherein the ma chi n inu in cludes pressinu ^^it h a pressing, 
tool. 




15. (New ) The method oi'claini 1 1 whe rein the step ()t\\el din y: the nicial sheds together 
in part based upon the hne of the doi^iinant edee, 

16, (New ) A HKnhod for weldin g a pair of metal s heets together alona an ed u e of eaeh metal 
sheet, eoniprising the steps of: 

determining a li n e for eaeh of th e ed ges to be w elded usin g o ne or more sensors: 

seleeting one o f the edges to b e w elded as a d o minant ed g e, and t he other edge to be 

welded as a non-dominant edge: 

determining if a gap between the edges to be w elded exeeeds a predetermined amount: 

replacing the metal sheet having the non-dominant edge with a replacement metal 

sheet: 

determining a line tor the edge of the replacement sheet to be welded and repeating the 

step of determining a gap and also the step of replacing the metal sheet ha\ ing the non- 
dominant edge, if necessary, until the gap is equal to or less than the predetermined amount: 

welding the metal sheets together along th e dominant edize and t he non-dominant 

edge. 

1 7. (New) An apparatus for welding metal sheets together along an edee of each metal sheet 
comprising: 

at least one detection de\'ice for detecting an edge line of each sheet: 
a cotitrol unit for identifying a metal sheet ed ge to b e welded as a dominant edue. and 
another metal sheet edge as a non-dominant edge, and 
a means for reworking the non-dominant edge, 

18. (New ) 1 he ap paratu s o f claim 17. w h erein the me ans for rew or king the non-dominan t 
e dg e in cludes at le ast one pressi ng tool. 

1 % Ihe apparatus of claim 1 7 . whereiTt the control unit is capable of transmitting 

eoniroj sig n a ls to a disca rd unit to discard a me tal sheet from the app ara t u s pri o r to welding. 
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2 0. (New ) 1 ho ap j ^ ai at u ^ v>j c laim 1 7. v\hcrein the control unit include^ moans f or c onlroliiiig 
a woldin e dc\ ico. 

21. (Now) An apparatus for welding metal shoots loecthor along an odeo of each metal shoot 
comprising: 

at least o ne dotociion d e\ i c e, in cluding at least one se nsor , for detecting an edge l ino 

of each sheet: 

a discard unit for discarding a metal shoot from the apparatus prior to we l din g: 

a means ibr welding the metal sheets together: 

a control unit fo r identifying one of the metal shee t ed ges to be welded as a dominant 

ed ge and the other metal sheet edge to be welded as a non-do minant edge, wherein the control 
unit further includes means for transmitting control signals to the discard unit, and for 
transmitting data for use in controlling the means for welding: and 
a means ibr reworking the non-dominant edge. 



